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(57) ABSTRACT

The invention relates to a method of and a device for deliv-
ering a predetermined volume of beverage into a thermoplas-
tic container formed from a preform positioned in a mold
having an opening opposite an injection head (18), character-
ized in that the method includes a prior step of exposing the
preform to a sterilizing fluid supplied by a first circuit con-
nected to the injection head (18) and a step of injecting, into
arecess of the preform, at least some of the beverage supplied
by a second circuit connected to the injection head (18) so as
to promote expansion of the preform inside the mold, the
mold defining the shape of the container.

22 Claims, 4 Drawing Sheets
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METHOD AND APPARATUS FOR
PACKAGING A LIQUID FOOD PRODUCT

The present invention relates to the field of manufacturing
containers made of a polymer material, especially a polyester.
More particularly, it relates to the field of manufacturing
polyester bottles, preferably polyethylene terephthalate
(PET) bottles containing a liquid, preferably water and espe-
cially mineral water.

For many years, the PET bottles usually found on the
market have been manufactured by the blow moulding or
stretch-blow moulding of PET preforms using compressed
air.

A preform usually takes the form of a cylindrical tube
closed at one of its ends and open at its opposite end. The open
head of the preform corresponds to the neck of the container.
During the conventional process for manufacturing contain-
ers from preforms, the preforms are slipped onto the cylin-
drical mounts of a continuous conveyor chain, which thus
transports the preforms through an oven, essentially formed
by a straight section bordered on each side by radiative heat-
ing means, so as to temperature-condition the plastic for the
subsequent stretch-blow moulding step.

The hot preform is then taken off and transported into a
mould of a blow moulding machine. The transport move-
ment, performed for example by a transfer arm, is coordinated
with that of the blow moulding machine, which is generally
produced in the form of a rotary carousel that rotates continu-
ously about its vertical axis and carries, on its periphery, a
series of identical moulds. Thus, the preform is placed in the
mould immediately after it has been opened and the previ-
ously formed container has been removed.

The preform is heated beforehand so as to be in the mould
at a temperature above the glass transition temperature (about
100° C.) so as to enable it to be formed by stretch-blow
moulding. The temperature of the preform at the end of the
heating step is slightly above that required inside the mould of
the blow moulding machine, so as to take into account the
cooling that takes place over the distance that exists between
the heating site and the blow-moulding site. Thanks to the
simultaneous presence of several moulds, such a blow moul-
ding machine can produce containers at very high rates, of
around several tens of thousands of units per hour, i.e. around
1000 to 2000 bottles per hour per mould.

The stretch-blow moulding takes place by stretching using
ametal rod and by injecting air at pressures ranging from 3 to
40 bar (3x10° Pa to 4x10° Pa). The air is injected through a
nozzle, the end of which is introduced through the opening in
the head of the preform.

As is known, the sterilization of food products and of their
containers is an important subject, in particular according to
the hygiene standards defined by the sanitary authorities. It
turns out that establishing effective industrial processes mak-
ing it possible, for low cost, to meet the standards, or even
providing an additional benefit to the consumer in terms of
long life of the food products, is a current challenge for
manufacturers.

Within this context, the invention makes it possible to
produce beverage bottles, of a high degree of sterility, in large
quantity and for low cost.

For this purpose, the Applicant has developed a method of
delivering a predetermined volume of a beverage into a ther-
moplastic container formed from a preform, which may be
approximately cylindrical, the preform possibly being
heated, and the preform also being positioned in a mould
having an opening opposite an injection head, the method
including a prior step of exposing the preform to a sterilizing
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fluid supplied by a first circuit connected to the injection head
and a step of injecting, into a recess of the preform, at least
some of the beverage supplied by a second circuit connected
to the injection head so as to promote expansion of the pre-
form inside the mould, the mould defining the shape of the
container.

The method according to the invention allows efficient
production of a volume of beverage delivered aseptically in a
single integrated device, the filling operation being carried
out in an exceptionally small aseptic zone.

According to a preferred feature, the exposure step com-
prises exposure to pressurized steam.

It is also possible for the exposure to comprise exposure to
peracetic acid.

According to one embodiment, the exposure comprises
exposure to hydrogen peroxide.

Preferably, the method further includes a step ofirradiating
the preform with sterilizing radiation.

This irradiating step may comprise irradiation of the pre-
form with X-rays.

Alternatively, or optionally in combination, the irradiating
step comprises irradiation of the preform with microwaves.

It is also possible for the irradiating step to comprise a step
of irradiating with an electron beam or with pulsed light.

Preferably, the method further includes a prior step of
exposing the filling head to the sterilizing fluid.

Advantageously, the method also includes a prior step of
exposing, to the sterilizing fluid, a stretch rod used during the
injection step for stretching the preform longitudinally.

According to one embodiment, a prior step of at least partly
sterilizing the preform is carried out before the preform is
introduced into the mould.

In particular, a first microbioreduction outside the mould
and a second microbioreduction inside the mould are for
example carried out. In both cases, this is to reduce the micro-
biological population by about 5 log.

Finally, the method advantageously further includes a step
ofremoving debris from the mould after the preform has been
expanded.

This step may be supplemented by cleaning the mould and
the entire device, especially the nozzle. The debris in question
may be small volumes of beverage or thermoplastic debris.
This also makes it possible to look after the hygiene proper-
ties of the devices used.

According to one important feature of the invention, the
first and second circuits are separate and distinct.

Finally, according to one aspect, said step of exposing the
preform to a sterilizing fluid includes increasing the tempera-
ture of the preform. It is even advantageous for said increase
in the temperature of the preform to be sufficient to promote
expansion of the preform inside the mould during the injec-
tion step.

The Applicant’s invention also relates to a device for deliv-
ering a predetermined volume of beverage into a thermoplas-
tic container formed from a preform which may be approxi-
mately cylindrical, the preform being optionally heated, and
the preform also being positioned in a mould having an open-
ing opposite an injection head, the device including means for
exposing the preform beforehand to a sterilizing fluid sup-
plied by a first circuit connected to the injection head and
means for injecting, into a recess of the preform, at least some
of'the beverage supplied by a second circuit connected to the
injection head so as to promote expansion of the preform
inside the mould, the mould defining the shape of the con-
tainer.
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Advantageously, this device may include means suitable
for carrying out the respective intended steps of the method,
taken separately or in combination.

The invention will now be described in detail with refer-
ence to the appended figures, which relate to exemplary
embodiments.

FIG. 1 shows a functional diagram of a beverage delivery
device to which the invention applies.

FIG. 2 shows one aspect of a beverage delivery device
operating according to the invention.

FIG. 3 shows a second aspect of a beverage delivery device
operating according to the invention.

FIG. 4 illustrates an alternative embodiment of the inven-
tion.

The embodiment given here by way of example relates to a
process for manufacturing PET mineral water bottles from a
heated preform. The preform has the shape of a cylindrical
tube closed at its lower end. The open head of the preform
corresponds to the throat or neck of the bottle, onto which a
closure cap is screwed.

The device includes a first circuit for the liquid to be bottled
and a second circuit for a pressurized heated fluid capable of
sterilizing the filling head.

Referring to FIG. 1, a stretch rod 10 is inserted into a
compressed-air actuator 15. The stretch rod 10 is generally
controlled by an air actuator associated with a cam, which
gives it a longitudinal movement (represented by an arrow). It
is also possible to use a stretch motor.

The compressed-air actuator 15 comprises a cylinder 17
controlling an injection head 18, through which the stretch
rod 10 passes. The injection head 18 is connected to the neck
20 of a PET preform placed in a mould (not shown), which
preform, after being expanded, takes on the shape of a mineral
water bottle, this shape being determined by the wall of the
mould.

The actuator comprises three chambers, the upper two
chambers 15¢ and 156 being filled with compressed air.
Between these upper two chambers, a piston wall 19 slides in
a direction parallel to the stretch rod (the displacement being
represented by an arrow). The stretch rod 10 passes through
the centre of this wall 19.

The compressed-air actuator also includes a lateral inlet 30
for the beverage, here mineral water, connected to the third
chamber 15¢ of the actuator, this being the bottom chamber.
The beverage is fed in via a line 32.

An external mineral water inlet feeds the liquid via the
remote end of this line 32 into a first valve 34, which is
connected to the opening of a single-chamber filling cylinder
40 comprising a piston 42 controlled by a filling motor
(movement of which is represented by an arrow). This motor
imparts a longitudinal movement on the piston in the single
chamber of the filling cylinder 40.

On the line 32 there is a second valve 36, which is in series
behind the first valve 34 and the opening of the filling cylinder
40. The line 32 then runs into the bottom chamber 15¢ of the
compressed-air actuator 15.

The bottom chamber 15¢ of the compressed-air actuator is
penetrated by the cylinder 17 for controlling the filling head
18, the internal volume of which emerges through the lower
outlet of the compressed-air actuator 15 into the filling head
18. The control cylinder has a lateral opening allowing the
beverage to circulate between the bottom chamber of the
actuator and the inside of the control cylinder.

The stretch rod 10 itself passes through the control cylinder
17 as far as the filling head 18 and the neck 20 of the bottle
preform.
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FIG. 2 shows a half-mould 51, the internal wall of which
defines a mineral water bottle shape. A PET preform 60
having a throat 61 defining a neck, the outside of which has a
screw thread for fitting a closure cap, is positioned in the top
part of the mould, which neck emerges on the outside of said
mould. The opening of the preform is directed towards the
outside of the mould and its axis is superposed on that of the
cavity of the semi-mould.

In the use phase, a second half-mould is added to the first
half-mould so as to form a complete mould, the central cavity
of' which may also have a general symmetry of revolution, or
may have another shape, depending on the desired geometry
of the container.

Above the mould is a generally cylindrical filling nozzle
70, the axis of which is positioned along the extension of the
axis of the mould cavity, said filling nozzle having an actuator
through the centre of which a stretch rod 80 passes, said
stretch rod also being positioned along the extension of the
preform axis and the mould axis.

On either side of the central actuator there are two nozzles
90 and 95 for supplying liquid or gaseous fluids into the
actuator above the neck of the preform 61, said neck being
positioned in the upper opening of the mould 51.

The left-hand nozzle 95 is intended for supplying the bev-
erage, here mineral water.

The right-hand nozzle 90 is intended for supplying the
sterilizing fluid, which in the first embodiment in question is
steam.

FIG. 3 shows a bell-shaped nozzle end-piece 500 used
within the context of the invention according to a preferred
embodiment.

The internal and external pressures on either side of the
circumference of the neck of the preform (i.e. on the external
surfaces 510 of the neck and on the internal surfaces 520 of
the neck) are identical, owing to the presence of a passage 505
connecting the volumes on either side of the circumference,
inside the nozzle. During filling, sealing is provided by the
flange 530 on the preform. Thanks to this device, there is no
risk of the neck of the preform deforming while a pressurized
fluid is being injected by the nozzle.

According to another embodiment, a nozzle end-piece
holds the external surfaces 510 of the neck of the preform in
such a way that when a pressurized fluid is injected via the top
of the nozzle into the recess of the preform, the pressure
exerted on the internal walls 520 of the neck of the preform by
the fluid is compensated for by the holding by the walls of the
bell-shaped nozzle end-piece. The neck of the preform there-
fore does not deform, despite the high pressure.

FIG. 2 shows a half-mould 100, a PET preform 110 being
positioned in the top part of the cavity of the half-mould,
which has a cylindrical general shape, with a bottom 102 in
the lower part. A second half-mould (not shown) completes
the mould and immobilizes the preform in the closed cavity
formed by the cavities of the two half-moulds, the closed
cavity defining the beverage bottle shape.

It should be noted that the half-mould 100 comprises a
bottom part 105 and a top part 106, the top part 106 being
fixed to the bottom part via two rails 108 forming protuber-
ances on the upper face of the top part 106, the two rails being
parallel to each other, on either side of the cavity of the mould,
perpendicular to the plane of section. The cavity of the mould
is mainly contained in the bottom part of the mould.

The preform 110 includes an already formed neck 111,
having an external screw thread for receiving a stopper. The
neck 111 is positioned in a narrowing 109 of the cavity of the
half-mould, designed to immobilize it, while still being
complementary to the shape of the final bottle. It should be
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noted that this narrowing 109 is just below the upper face of
the bottom part of the mould and that the neck is thus in
contact both with the top part 106 of the mould and with its
bottom part 105. The screw thread of the neck is in contact
with the wall of a generally cylindrical cavity of the top part
106 of the mould. The neck also has a flange 112 positioned
exactly at the interface between the top part 106 and the
bottom part 105 of the mould.

In the extension of the neck, in the direction of the bottom
102 of the cavity, the preform has a recess (masked in the
figure), terminating in a bottom.

The internal surface of the cavity of the mould is structured
so as to define the external structure of a beverage bottle,
herein mineral water bottle. This structure includes circular
grooves, some of which have a structural or functional role so
as for example to allow a user to grip the bottle or to provide
flexibility during use, or for the purpose of removing the
bottle after use.

The mould includes, in its top part, two straight ducts 140
and 145 of circular cross section, one along the extension of
the other, perpendicular to the axis of the cavity of the mould,
corresponding to the axis of the bottle once formed. The two
ducts are placed on either side of the top of the neck of the
preform and are open at the top of said neck in such a way that
a liquid injected into one or other of these ducts runs into the
neck of the preform. It should be noted that the two ducts are
in the plane of section of the mould and are therefore formed
by the joining of the half-mould shown with the complemen-
tary half-mould.

A stretch rod 130 is positioned in the upper part of the
figure, along the extension of the preform axis and of the
mould recess. A cylindrical opening 147 in the top part of the
mould, having its axis aligned with the preform axis, enables
the stretch rod 130 to be inserted into the mould and into the
recess of the preform, up to the point where the end of the rod
comes into contact with the bottom of the recess, in order to
stretch the preform.

It should be noted that above the neck the mould has two
spouts 148 and 149 at the outlet of the ducts 145 and 140,
enabling the fluid injected via the respective ducts 145 and
140 to be oriented towards the inside of the preform through
its neck, thus causing the fluid to turn through 90°. The two
spouts 148 and 149 also separate the inside of the ducts from
the inside of the cylindrical opening 147.

In this second embodiment, the sterilizing fluid in question
is hydrogen peroxide H,O,. It could also be another peroxide.

A stretch rod 130 is positioned in the upper part of the
figure, along the extension axis of the preform and of the axis
of'the mould recess. A cylindrical opening in the upper part of
the mould allows the stretch rod 130 to be introduced into the
mould and into the recess of the preform, up to the point
where the end of the rod comes into contact with the bottom
of the recess, in order to stretch the preform.

In a third embodiment (not shown), the sterilizing fluid in
question is peracetic acid CH;CO;H.

Of course, the invention is not limited to the embodiments
described and illustrated by the appended drawings; rather it
extends to all variants that can be envisaged by a person
skilled in the art within the scope of the claims.

The invention claimed is:

1. Method of delivering a predetermined volume of a bev-
erage into a thermoplastic container formed from a preform
positioned in a mold having an opening opposite an injection
head, said injection head being moved by a slide of an actua-
tor to connect the injection head to the neck of the preform,
comprising the steps of:

10

15

20

25

30

35

40

45

50

55

60

65

6

exposing the preform to a sterilizing fluid while the injec-
tion head is opposite the neck of the preform, by supply-
ing the sterilizing fluid by a first circuit connected to the
injection head, by conveying the sterilizing fluid into a
liquid supply chamber of the actuator; and

injecting, into a recess of the preform, at least some of the

beverage supplied by a second circuit connected to the
injection head, through the liquid supply chamber, so as
to promote expansion of the preform inside the mold, the
mold defining the shape of the container.

2. The method according to claim 1, wherein the exposure
step comprises exposure to pressurized steam.

3. The method according to claim 1, wherein the exposure
comprises exposure to peracetic acid.

4. The method according to claim 1, wherein the exposure
comprises exposure to hydrogen peroxide.

5. The method according to claim 1, wherein the exposure
comprises exposure to at least a portion of the beverage that is
preheated.

6. The method according to claim 1 comprising the step of
irradiating the preform with sterilizing radiation.

7. The method according to claim 6, wherein the irradiating
step comprises irradiating the preform with X-rays.

8. The method according to claim 6, wherein the irradiating
step comprises irradiation of the preform with microwaves.

9. The method according to claim 6, wherein the irradiating
step comprises irradiation with an electron beam or with
pulsed light.

10. The method according to claim 1 comprising a prior
step of exposing the injection head to the sterilizing fluid.

11. The method according to claim 1 comprising a prior
step of exposing a stretch rod to the sterilizing fluid, the
stretch rod being used during the injection step to longitudi-
nally stretch the preform.

12. The method according to claim 1 comprising a prior
step of at least partly sterilizing the preform before the pre-
form is introduced into the mold.

13. The method according to claim 1 comprising the step of
removing debris from the mold after the preform has been
expanded.

14. The method according to claim 1, wherein the first and
second circuits are separate, distinct, and merge with the
liquid supply chamber on opposite sides of the actuator rela-
tive to each other.

15. The method according to claim 1, wherein the step of
exposing the preform to a sterilizing fluid includes increasing
the temperature of the preform.

16. The method according to claim 15, wherein the
increase in the temperature of the preform is sufficient to
promote expansion of the preform inside the mold during the
injection step.

17. The method according to claim 11, comprising sliding
apiston wall in a direction parallel to the stretch rod, wherein
the piston wall is between a first chamber and a second cham-
ber of the actuator that are filled with compressed air, the
stretch rod inserting through a cylinder in the actuator, the
cylinder extending from the piston wall through the second
chamber and the liquid supply chamber.

18. The method according to claim 17, wherein the first,
second and liquid supply chambers of the actuator are verti-
cally aligned, and the second chamber is between the first
chamber and the liquid supply chamber.

19. Method of delivering a predetermined volume of a
beverage into a thermoplastic container formed from a pre-
form positioned in a mold having an opening opposite an
injection head, comprising the steps of:
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injecting, into a recess of the preform, at least some of the
beverage supplied by a circuit connected to the injection
head through a liquid supply chamber of an actuator, so
as to promote expansion of the preform inside the mold,
the mold defining the shape of the container; and 5

sliding the injection head by a slide of the actuator to
connect the injection head to the neck of the preform,
wherein said injecting comprises circulating the bever-
age between the liquid supply chamber and the inside of
the injection head through a lateral opening between the 10
injection head and the liquid supply chamber.

20. The method according to claim 19, comprising expos-
ing the preform to a sterilizing fluid supplied into said liquid
supply chamber.

21. The method according to claim 20, comprising a prior 15
step of exposing a stretch rod to the sterilizing fluid, the
stretch rod being used during the injection step to longitudi-
nally stretch the preform.

22. The method according to claim 21, wherein the actuator
comprises a piston wall in a direction parallel to the stretch 20
rod, the piston wall is between a first chamber and a second
chamber of the actuator that are filled with compressed air, the
slide of the actuator includes a cylinder and the stretch rod
inserting through the cylinder, the cylinder extending from
the piston wall through the second chamber and the liquid 25
supply chamber.



